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Description

TECHNICAL FIELD OF THE INVENTION

[0001] This invention relates to a manufacturing pro-
cedure for ceiling trims for vehicles, which structure com-
prises at least one first sheet and at least one second
sheet of coating that extends along the length of one of
the sides that form the first sheet, joined via a layer of
heat-stable polyurethane adhesive, which does not use
demoulding elements in order to facilitate the extraction
of the ceiling trim formed from inside of the mould.

BACKGROUND OF THE INVENTION

[0002] Conventional manufacturing procedures for
ceiling trims comprising heat-stable adhesives as part of
the structure consist in heat forming in a hot thermofor-
ming mould that is necessary to cure the heat-stable ad-
hesive by the combined action of temperature and pres-
sure.

[0003] Said curing consists in an irreversible chemical
reaction by which the adhesive hardens, producing a
structure of polymer chains that cross link to form a three
dimensional network.

[0004] In order for said chemical reaction to occur it is
necessary to activate the adhesive, the heat provided by
the mould during thermoforming once the adhesive has
been activated being what causes the curing reaction of
the adhesive until it hardens, thus giving the ceiling its
final shape.

[0005] In the particular case of heat-stable poly-
urethane adhesives wateris usually used as an activating
element, and itis normally applied on the adhesive before
introducing the different layers that will form the ceiling
trim inside the hot thermoforming mould.

[0006] Afterwards, during the thermoforming step, the
combined application of pressure and temperature pro-
vided by the mould result in the curing of the heat-stable
polyurethane adhesive by contact with the layers that
form the ceiling trim with the surfaces of the hot mould.
[0007] During this step, the adhesive tends to move
towards the surfaces of the hot mould until it reaches
them, crossing through the layers that are contiguous to
the surfaces of said mould due to the effect of the pres-
sure exerted by the mould, which results in its adhesion
to them once the adhesive has cured due to the heat
provided through the surfaces of the hot mould.

[0008] Said adhesion on the one hand makes de-
moulding the trim more difficult during extraction, which
can also result in defects in the appearance of the trim,
and on the other hand it stains the thermoforming mould.
[0009] In order to prevent this problem, the use of de-
moulding agentsis known, which act as a barrier between
the adhesive that forms part of the layers of the trim and
the surfaces of the mould.

[0010] These may consist, for example, in liquids de-
moulding agents that are applied by spraying over the
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mould surface, or they may be demoulding agents in the
form of sheets that are sandwiched between the layers
that will make up the trim and the surface of the mould,
and which are removed once the trim has been thermo-
formed and can be reused for a new cycle.

[0011] PatentW02012031190 shows an example that
describes a manufacturing procedure for a ceiling trim
that uses a demoulding sheet that prevents the adhesive
from sticking to the mould surfaces.

However, the use of demoulding sheets mandates the
addition of an extra component, which is especially ex-
pensive in fast manufacturing processes.

[0012] Furthermore, both the liquid demoulding agents
applied on the mould surfaces and the reusable demould-
ing sheets produce stains on the decorative coating that
makes up the visible side of the ceiling trim as a result
of the degradation of said demoulding agents over time.
[0013] On the other hand, the degradation of said de-
moulding agents also results in the deforming of the ceil-
ing trim during its extraction from the mould, since it is
adhered to the surface of the mould in areas where the
demoulding agents are not acting due to their degrada-
tion.

[0014] WO2013111862 discloses a method for pro-
ducing a master batch for a conductive resin in order to
obtain a conductive resin exhibiting excellent machine
characteristics and high conductivity. The resin compo-
sition master batch comprises carbon fibers and a ther-
moplastic resin. The carbon fibers form aggregates. The
degree of aggregation of the carbon fibers is controlled
by adjusting the catalytic metal, the catalyst carrier, re-
action conditions and the like, and to add it to a resin or
the like.

[0015] In view of the above, the object of the invention
consists in a manufacturing procedure for ceiling trims
for vehicles comprising at least a first sheet and at least
a second coating sheet that extend along one of the sides
forming the first sheet, joined via a heat-stable poly-
urethane adhesive layer wherein no additional demould-
ing agents are used to facilitate extraction of the ceiling
trim formed within the mould, while at the same time
maintaining a good appearance of the ceiling trim ob-
tained.

DESCRIPTION OF THE INVENTION

[0016] The presentinvention is established and char-
acterised in the independent claims, while the dependent
claims describe additional characteristics thereof.
[0017] The use of a gas-phase catalyst inside the
mould and particularly the beginning of its application
before the thermoforming mould is completely closed,
allows establishing a barrier between the adhesive and
the mould surfaces due to the pressure exerted by said
gas-phase catalyst on the layers that make up the trim,
preventing said adhesive from penetrating the coating
layer and reaching the thermoforming mould surfaces
once such mould is completely closed.
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[0018] Moreover, another effect of applying the gas-
phase catalyst is the curing of at least one part of the
adhesive forming the first heat-stable polyurethane ad-
hesive layer, which is closest to the surface of the mould
through which the gas-phase catalyst is applied.

[0019] Said part of the already cured heat-stable ad-
hesive layer acts as a barrier, stopping the remaining
adhesive forming said layer, such that once the thermo-
forming mould has been completely closed there is no
passage of adhesive through the second coating layer,
and therefore there is no contact between the adhesive
and the surface of the mould.

[0020] Therefore, the extraction of the piece once the
manufacturing procedure is completed is performed with-
out difficulty and without the risk of marks caused by pen-
etration of the adhesive to the mould or deformations
resulting from adhesion of the piece to the surface of the
mould.

[0021] On the other hand, the previous step of opening
the mould before the adhesive is cured allows evacuating
the excess of gas-phase catalyst present inside the
mould, thus preventing the presence of moisture in the
ceiling trim.

DESCRIPTION OF THE FIGURES

[0022] This specification is supplemented with a set of
figures illustrating the preferred embodiment, which are
never intended to limit the invention.

Figure 1A shows a schematic view of steps a), b),
c) and d) of the manufacturing procedure for the ceil-
ing trim.

Figure 1A shows a schematic view of steps e), f) and
g) of the manufacturing procedure for the ceiling trim.
Figure 2 shows a view of a detail D shown in Figure
1A that shows the progress of the gas-phase catalyst
towards the heat-stable polyurethane adhesive lay-
er.

Figure 3 shows a schematic view of the mould ac-
cording to a variant of the invention wherein both the
firsthalf of the mould and the second half of the mould
comprise means for applying the gas-phase catalyst.
Figures 4A, 4B and 4C show three "sandwich" lay-
ering examples according to the invention.

DETAILED DESCRIPTION OF THE INVENTION

[0023] We shall now detail the sequence of steps
shown in figures 1A and 1B.

[0024] The first step, step a) comprises arranging a
layer "sandwich" (1) formed by at least one first sheet
(1.1) a second coating sheet (1.2) that covers one of the
sides of the first sheet (1.1) and a firstlayer of unactivated
heat-stable polyurethane adhesive (1.3) between said at
least first sheet (1.1) and said second coating sheet (1.2)
in order to join them.

[0025] The term "unactivated" relates to a state of the
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heat-stable polyurethane adhesive in which the chemical
reaction, which results in its curing in a reasonable time
corresponding to the usual time cycles in a ceiling trim
manufacturing procedure, cannot occur.

[0026] In the particular case of heat-stable poly-
urethane adhesives contemplated by the invention, it re-
fers to an adhesive to which the corresponding catalyst
has not been added, which is a necessary component in
order to produce its activation, in a previous step to step
b) of introducing the layered sandwich (1) inside the
mould (2).

[0027] The following step of the procedure, step b)
comprises introducing the sandwich (1) inside a hot ther-
moforming mould (2) comprising a first half of the mould
(2.1) and a second half of the mould (2.2), the tempera-
ture of which lies in the range between 100 and 150°C.
[0028] In order to perform the opening and closing
movements of said mould (2), at least one of the halves
of the mould (2.1, 2.2) can move between a first position
in which the halves (2.1, 2.2) of the mould (2) are at a
maximum separation, the mould (2) thus being complete-
ly open, and a second position in which the mould (2) is
completely closed.

[0029] Thus, when the halves (2.1, 2.2) of the mould
(2) reach said first position the step of opening the mould
(2) would be complete, and when the halves (2.1, 2.2) of
the mould (2) reach the second position the step of clos-
ing the mould (2) would be completed.

[0030] Once the sandwich (1) in introduced inside a
mould (2), step c) of the procedure is carried out, which
comprises the application of a gas-phase catalyst (3.3).
[0031] Said gas-phase catalyst (3.3) may be for exam-
ple, steam, DABCO® (trademark of Air Products &
Chemicals), diluted in water as a gas phase, an organo-
metallic compound such as DBTL (dibutyl tin dilaurate)
diluted in water as a gas phase or a diluted in water as
a gas phase.

[0032] Thebeginningofthis step c)is performed before
the completion of step d), which comprises the closing
of the mould (2), and the end of step c) is performed
before the completion of step e), comprising the opening
of the mould (2) to evacuate any excess moisture.
[0033] Wemusttake into accountthatstep d) of closing
the mould (2) starts with the beginning of the movement
of bringing the two halves (2.1, 2.2) of the mould (2) to-
gether and ends when said movement stops, resulting
in the closing of the mould (2); and step e) of opening
the mould (2) starts when the movement of separating
the two halves (2.1, 2.2) of the mould (2) starts and ends
when said movement stops, resulting in a completely
open mould (2).

[0034] Therefore, the beginning of the application of
the gas-phase catalyst can be performed:

* before the start of step d) of closing the mould (2),
that is, before the start of the movement of bringing
the halves (2.1, 2.2) of the mould (2) together to pro-
duce the closing of the mould (2),
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» after having started step d) of closing the mould (2),
that is, before the start of the movement of bringing
the halves (2.1, 2.2) of the mould (2) together to pro-
duce the closing of the mould (2),

e orsimultaneously at the beginning of step d) of clos-
ing the mould (2), that is, when initiating the move-
ment of bringing together the halves (2.1, 2.2) of the
mould (2) to produce the closing of the mould (2).

[0035] Regarding the end of the application of the gas-
phase catalyst (3.3), this can be performed:

e before the end of step d) of closing the mould (2),
that is, during the movement of bringing the halves
(2.1, 2.2) of the mould (2) together to produce the
closing of the mould (2),

* after the end of step d) of closing the mould (2), that
is, once the movement of bringing the halves (2.1,
2.2) of the mould (2) together to produce the closing
of the mould (2) is completed,

» after the start of step e) of opening the mould (2) to
evacuate any excess moisture, that is, during the
movement of separating the two halves (2.1, 2.2) of
the mould (2) to produce the opening of the mould
@),

e orsimultaneously to any of the last two options, that
is, either at the end of the movement of bringing to-
getherthe two halves (2.1, 2.2) of the mould (2) which
produces the closing of the mould (2), or at the be-
ginning of the movement of separating the two
halves (2.1, 2.2) of the mould (2) that causes the
opening of the mould.

[0036] In order to carry out the application of the gas-
phase catalyst (3.3), the mould (2) comprises means (3)
for applying the gas-phase catalyst that in turn comprise
means (3.1) for generating the gas-phase catalyst (3.3),
and conducts (3.2) provided therein that allow transport-
ing the gas-phase catalyst (3.3) from the means (3.1) for
generating the gas-phase catalyst to the interior of the
mould (2).

[0037] The application of the gas-phase catalyst (3.3)
is performed through the first half of the mould (2.1) that
is in contact with the second coating sheet (1.2).

[0038] Accordingtoa variantofthe invention, as shown
in Figure 3, the application of the gas-phase catalyst (3.3)
may also be performed through the second half of the
mould (2.2) on a third coating sheet (1.4) that can form
part of the sandwich structure (1) .

[0039] The application of the gas-phase catalyst (3.3)
on the sandwich (1) results in the activation of the adhe-
sive forming part of the first heat-stable polyurethane ad-
hesive layer (1.3) as aresult of the effect of the gas-phase
catalyst (3.3).

[0040] Moreover, said application of the gas-phase
catalyst (3.3) is performed with sufficient pressure to al-
low said gas-phase catalyst (3.3) to access the entire
heat-stable polyurethane adhesive and thus allow its ac-
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tivation. Said pressure is greater than the atmospheric
pressure and particularly 2 bars, and in a specific case
it is in a range between 2 and 15 bar.

[0041] Moreover, the application of the gas-phase cat-
alyst (3.3)results in the creation of a barrier between the
first heat-stable polyurethane adhesive layer (1.3) and
the surface (2.1.1) forming the first half of the mould (2)
as a result of the pressure exerted by the gas-phase cat-
alyst (3.3) on the first layer of heat-stable polyurethane
adhesive (1.3).

[0042] Finally, and as shown in detail D represented
in Figure 2, once the adhesive contained in the first layer
of heat-stable polyurethane adhesive (1.3) has been ac-
tivated, part (1.3.1) of the first layer of heat-stable poly-
urethane adhesive (1.3) thatis in contact with the second
coating sheet (1.2) is cured, preventing the adhesive
forming said layer (1.3) from passing through to the sec-
ond coating sheet (1.2), and therefore preventing contact
of said adhesive with the surface (2.1.1) of the first half
of the mould (2.1).

[0043] Inthe variantshownin Figure 3, all these effects
produced by applying the gas-phase catalyst through the
first half of the mould (2.1) are also produced on a second
layer of heat-stable polyurethane adhesive (1.5) that is
in contact with a third coating sheet (1.4) which is in con-
tact with the surface (2.2.1) of the second half of the
mould (2.2).

[0044] This variant therefore contemplates a sandwich
the structure of which also consists of a third coating
sheet (1.4) joined to the other side of the first sheet (1.1)
via a second heat-stable polyurethane adhesive layer
(1.5), as shown in the examples represented in Figures
5B and 5C and described in detail below.

[0045] Stepd) is then performed, comprising the clos-
ing of the thermoforming mould (2) and thus the applica-
tion of pressure on the sandwich (1). This step d), once
step c) is started, is performed by maintaining the intro-
duction of the gas-phase catalyst (3.3) at a pressure of
more than 2 bar through the first half of the mould (2.1)
and maintaining the circulation of the gas-phase catalyst
(3.3) through the sandwich (1).

[0046] Said pressure of the gas-phase catalyst (3.3)
results in the discharge thereof from inside the mould (2)
as shown in Figure 1A.

[0047] Due to the barrier formed by the curing of a part
(1.3.1) of the adhesive corresponding to the heat-stable
polyurethane adhesive layer (1.3), said adhesive cannot
pass through the second coating sheet (1.2) and there-
fore cannot reach the surface (2.1.1) corresponding to
the first half of the mould (2.1) .

[0048] After step d) comes step e), comprising the
opening of the mould (2) to evacuate any excess moisture
from the sandwich (1) as excess gas in order to prevent
the occurrence of moisture in the sandwich (1) as aresult
of the excess of gas-phase catalyst (3.3) applied thereto.
[0049] Step f) is then performed, comprising closing
the mould (2) to complete the curing of the first heat-
stable polyurethane adhesive layer (1.3), or of said first
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heat-stable polyurethane adhesive layer (1.3) and the
second heat-stable polyurethane adhesive layer (1.5) ac-
cording to the variant contemplated in Figure 3.

[0050] Finally, in order to complete the procedure we
have step g), comprising the opening of the mould (2)
and the extraction of the ceiling trim (10) with its final
shape and all of the cured adhesive.

[0051] Regarding the configuration of the structure of
sheets and layers making up the sandwich (1), Figures
4A, 4B and 4C show three possible embodiments ac-
cording to the invention.

[0052] The first of these represented in Figure 4A
shows a structure formed by a first sheet (1.1) and a
second coating sheet (1.2) covering one of the sides
(1.1.1) ofthefirstsheet (1.1) and afirstlayer ofinactivated
heat-stable polyurethane adhesive (1.3).

[0053] The first sheet (1.1), as shown in the example
represented in Figure 4C, can also be part of an assembly
consisting of several superimposed sheets (1.1, 1.6, 1.7).
Particularly, the first sheet (1.1) may comprise a foam
sheet, coated on both sides with a sheet of reinforcing
fibres (1.6) joined to said foam sheet via a layer of adhe-
sive (1.7).

[0054] The second coating sheet (1.2) may comprise
a non-decorative coating or a decorative coating.
[0055] The sandwich may also comprise, as shown in
Figure 4B, a third decorative or non-decorative coating
sheet (1.4) that covers the other side (1.1.2) of the first
sheet (1.1) and a second layer of heat-stable poly-
urethane adhesive (1.5) between them to join them to-
gether.

Claims

1. A manufacturing procedure for ceiling trims for ve-
hicles comprising the following steps:

a) arranging a layer "sandwich" (1) formed by at
least one firstsheet (1.1) a second coating sheet
(1.2) that covers one of the sides (1.1.1) of the
first sheet (1.1) and a first layer of unactivated
heat-stable polyurethane adhesive (1.3) be-
tween said at least first sheet (1.1) and said sec-
ond coating sheet (1.2) in order to join them,
b) introducing said sandwich (1) inside a hot
thermoforming mould (2) comprising a first half
ofthe mould (2.1) and a second half of the mould
(2.2), the temperature of which lies in the range
between 100 and 150°C,

c) applying a gas-phase catalyst (3.3) on the
sandwich (1) through the first half of the mould
(2.1) that is in contact with the second coating
sheet (1.2) with a pressure of more than 2 bar,
d) closing the thermoforming mould (2) and thus
applying pressure on the sandwich (1),

e) opening the mould (2) for the evacuation of
any excess moisture in the sandwich (1) as ex-
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cess gas,
f) closing the mould (2) to complete the curing
of the first layer of heat-stable polyurethane ad-
hesive,

g) opening the mould (2) and extracting the ceil-
ing trim (10),

wherein Step c) is started before the end of Step d)
wherein Step c) ends before the end of Step e),
and wherein Step d), once Step c) has started, is
performed by maintaining the introduction of the gas-
phase catalyst (3.3) at a pressure of more than 2 bar
through the first half of the mould (2.1) and maintain-
ing the circulation of the gas-phase catalyst (3.3)
through the sandwich (1).

2. A manufacturing procedure for ceiling trims for ve-
hicles according to Claim 1 wherein the second coat-
ing sheet (1.2) is a non-decorative or a decorative
coating sheet.

3. A manufacturing procedure for ceiling trims for ve-
hicles according to Claim 1 wherein the sandwich
(1) comprises a third decorative or non-decorative
coating sheet (1.4) that covers the other side (1.1.2)
of the first sheet (1.1) and a second layer of heat-
stable polyurethane adhesive (1.5) between them to
join them together.

4. A manufacturing procedure for ceiling trims for ve-
hicles according to Claim 3 wherein the application
of the gas-phase catalyst (3) is also performed
through the second half of the mould (2.2) in contact
with the third decorative or non-decorative coating
sheet (1.4).

5. A manufacturing procedure for ceiling trims for ve-
hicles according to Claim 1 wherein the first sheet
(1.1) is part of an assembly formed by several su-
perimposed sheets (1.1, 1.6, 1.7).

6. A manufacturing procedure for ceiling trims for ve-
hicles according to Claim 1 wherein the pressure of
the gas-phase catalyst in Steps c) and d) is equal to
or less than 15 bar.

Patentanspriiche

1. Herstellungsverfahren fir Dachverkleidungen fir
Fahrzeuge, umfassend die folgenden Schritte:

a) Anordnen einer "Sandwich"-Schicht (1), die
aus mindestens einer ersten Platte (1.1), einer
zweiten Beschichtungsplatte (1.2), die eine der
Seiten (1.1.1) der ersten Platte (1.1) bedeckt,
und einer ersten Schicht aus nicht aktiviertem
hitzebestandigen Polyurethanklebstoff (1.3)
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zwischen der mindestens ersten Platte (1.1) und
der zweiten Beschichtungsplatte (1.2) gebildet
ist, um diese zu verbinden,

b) Einbringen des Sandwichs (1) in eine heilRe
Thermoformform (2), die eine erste Halfte der
Form (2.1) und eine zweite Halfte der Form (2.2)
umfasst, deren Temperatur im Bereich zwi-
schen 100 und 150 °C liegt,

c) Aufbringen eines Gasphasenkatalysators
(3.3) aufdas Sandwich (1) durch die erste Halfte
der Form (2.1), die mit der zweiten Beschich-
tungsplatte (1.2) in Kontakt steht, mit einem
Druck von mehr als 2 bar,

d) SchlieRen der Thermoformform (2) und da-
durch Aufbringen von Druck auf das Sandwich
(1),

e) Offnen der Form (2) zum Abfiihren von iiber-
schiissiger Feuchtigkeitin dem Sandwich (1) als
Uberschissiges Gas,

f) SchlieBen der Form (2), um das Ausharten
der ersten Schicht aus hitzebestandigem Poly-
urethanklebstoff abzuschlieRen,

g) Offnen der Form (2) und Entnehmen der
Dachverkleidung (10),

wobei Schritt c) vordem Ende von Schritt d) gestartet
wird

wobei Schritt c) vor dem Ende von Schritt ) endet,
und wobei Schritt d), sobald Schritt c) begonnen hat,
durchgefiihrt wird, indem das Einfiihren des Gas-
phasenkatalysators (3.3) bei einem Druck von mehr
als 2 bar durch die erste Halfte der Form (2.1) auf-
rechterhalten wird und die Zirkulation des Gaspha-
senkatalysators (3.3) durch das Sandwich (1) auf-
rechterhalten wird.

Herstellungsverfahren fiir Dachverkleidungen fir
Fahrzeuge nach Anspruch 1, wobei die zweite Be-
schichtungsplatte (1.2) eine nicht dekorative oder ei-
ne dekorative Beschichtungsplatte ist.

Herstellungsverfahren fiir Dachverkleidungen fir
Fahrzeuge nach Anspruch 1, wobei das Sandwich
(1) eine dritte dekorative oder nicht dekorative Be-
schichtungsplatte (1.4), die die andere Seite (1.1.2)
der ersten Platte (1.1) bedeckt, und eine zweite
Schicht aus hitzebestdndigem Polyurethanklebstoff
(1.5) zwischen ihnen umfasst, um sie miteinander
zu verbinden.

Herstellungsverfahren fiir Dachverkleidungen fir
Fahrzeuge nach Anspruch 3, wobei das Aufbringen
des Gasphasenkatalysators (3) auch durch die zwei-
te Halfte der Form (2.2) in Kontakt mit der dritten
dekorativen oder nicht dekorativen Beschichtungs-
platte (1.4) durchgefiihrt wird.

Herstellungsverfahren fiir Dachverkleidungen fir
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Fahrzeuge nach Anspruch 1, wobei die erste Platte
(1.1) Teil einer Anordnung ist, die aus mehreren
Ubereinander liegenden Platten (1.1, 1.6, 1.7) be-
steht.

Herstellungsverfahren fir Dachverkleidungen fur
Fahrzeuge nach Anspruch 1, wobei der Druck des
Gasphasenkatalysators in den Schritten ¢) und d)
gleich oder kleiner als 15 bar ist.

Revendications

Procédure de fabrication pour garnitures de plafond
pour véhicules comprenant les étapes suivantes :

a) la mise en place d’une couche « sandwich »
(1) formée par au moins une premiere feuille
(1.1), une deuxieme feuille de revétement (1.2)
quirecouvre 'undes cétés (1.1.1) de lapremiere
feuille (1.1) etune premiére couche d’'un adhésif
polyuréthane thermostable (1.3) non activé en-
tre ladite au moins une premiére feuille (1.1) et
ladite deuxieéme feuille de revétement (1.2) afin
de les joindre,

b) l'introduction dudit sandwich (1) a l'intérieur
d’'un moule de thermoformage a chaud (2) com-
prenant une premiére moitié du moule (2.1) et
une seconde moitié du moule (2.2), dont la tem-
pérature est comprise entre 100 °C et 150 °C,
c) I'application d’un catalyseur en phase gazeu-
se (3.3) surle sandwich (1) a travers la premiere
moitié du moule (2.1) qui est en contact avec la
deuxieme feuille de revétement (1.2) avec une
pression supérieure a 2 bar,

d) la fermeture du moule de thermoformage (2)
etdonc, I'application d’'une pression sur le sand-
wich (1),

e) l'ouverture du moule (2) pour évacuer tout
exces d’humidité dans le sandwich (1) sous for-
me de gaz en exces,

f) la fermeture du moule (2) pour achever le dur-
cissement de la premiére couche d’adhésif po-
lyuréthane thermostable,

g)l'ouverture du moule (2) et I'extraction de la
garniture de plafond (10),

dans laquelle I'étape c) est commencée avant la fin
de I'étape d)

dans laquelle I'étape c) se termine avant la fin de
I'étape e),

et dans laquelle I'étape d), une fois que I'étape c) a
commencé, est réalisée en maintenant I'introduction
du catalyseur en phase gazeuse (3.3) aune pression
supérieure a 2 bar dans la premiére moitié du moule
(2.1) et en maintenant la circulation du catalyseur en
phase gazeuse (3.3) a travers le sandwich (1).
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Procédure de fabrication pour garnitures de plafond
pour véhicules selon la revendication 1, dans laquel-
le la deuxiéme feuille de revétement (1.2) est une
feuille de revétement non décorative ou décorative.

Procédure de fabrication pour garnitures de plafond
pour véhicules selon la revendication 1, dans laquel-
le le sandwich (1) comprend une troisieme feuille de
revétement décorative ou non décorative (1.4) qui
recouvre l'autre cété (1.1.2) de la premiere feuille
(1.1) et une seconde couche d’adhésif polyuréthane
thermostable (1.5) entre eux pour les joindre ensem-
ble.

Procédure de fabrication pour garnitures de plafond
pour véhicules selon la revendication 3, dans laquel-
le 'application du catalyseur en phase gazeuse (3)
est également effectuée a travers la seconde moitié
du moule (2.2) en contact avec la troisieme feuille
de revétement décorative ou non décorative (1.4).

Procédure de fabrication pour garnitures de plafond
pour véhicules selon la revendication 1, dans laquel-
le la premiére feuille (1.1) fait partie d’'un ensemble
formé par plusieurs feuilles superposées (1.1, 1.6,
1.7).

Procédure de fabrication pour garnitures de plafond
pour véhicules selon la revendication 1, dans laquel-
le la pression du catalyseur en phase gazeuse dans
les étapes c) et d) est égale ou inférieure a 15 bar.
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